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PROBLEM TO BE SOLVED: To prevent the lowering of 
the outer appearance quality in a resin joining section. 
SOLUTION: A heat insulation material 36 is embedded in 
a site forming a joining section of resin from an air bag 
door section with resin from a main body section on a 
top force 30 forming the design face side of an 
instrument panel. A seal face 40A of a slide core 40 is 
brought into contact with the insulation material 36, and 
a cavity 34 is divided by the slide core 40. Because of 
the above arrangement, the cooling for an extreme front 
face 42 of a resin joining boundary section 26 is delayed 
by the insulation material 36, and the resin pressure is 
actuated securely to the last stage while the resin is in 
the molten state to reduce the weld sink marks formed 
on the joining boundary section 26. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
arranges a heat insulation means in the mold which becomes the design side in the unification 
section of the resin of the air bag door section, and the resin of this soma, divides a cavity by 
making the sealing surface of a slide core contact or approach this heat insulation means, and 
carries out injection molding of one resin in this state. The 2nd forming cycle which the 
aforementioned slide core is retreated and carries out injection molding of the resin of another 
side in this state after this 1st forming cycle. 

[Claim 2] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
arranges a heat insulation means in the mold which becomes the design side in the unification 
section of the resin of the air bag door section, and the resin of this soma, divides a cavity by 
making the sealing surface of a slide core contact or approach this heat insulation means, and 
carries out injection molding of both resins in this state. The 2nd forming cycle which retreats 
the aforementioned slide core to the culmination of this 1st forming cycle, and makes both 
resins join it in this state. 

[Claim 3] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
divides a cavity and carries out injection molding of one side of the resin of the air bag door 
section, and the resin of this soma in this state by making the slide core in which a nose of cam 
has the portion which has an abbreviation triangular cross-section configuration contact or 
approach a design side type side. The 2nd forming cycle which the aforementioned slide core is 
retreated and carries out injection molding of the resin of another side in this state after this 1st 
forming cycle. 

[Claim 4] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
divides a cavity and carries out injection molding of both resins in this state by making the slide 
core in which a nose of cam has the portion which has an abbreviation triangular cross-section 
configuration contact or approach a design side type side. The 2nd forming cycle which retreats 
the aforementioned slide core to the culmination of this 1st forming cycle, and makes both 
resins join it in this state. 

[Claim 5] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
divides a cavity and carries out injection molding of one side of the resin of the air bag door 
section, and the resin of this soma in this state by making the slide core toward which the nose 
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of cam inclined to the design side type side contact or approach a design side type side. The 2nd 
forming cycle which the aforementioned slide core is retreated and carries out injection molding 
of the resin of another side in this state after this 1st forming cycle. 

[Claim 6] The forming method of the instrument panel which has in one the air bag door section 
which is characterized by providing the following, and which really fabricates this soma and the 
air bag door section of an instrument panel with injection molding. The 1st forming cycle which 
divides a cavity and carries out injection molding of both resins in this state by making the slide 
core toward which the nose of cam inclined to the design side type side contact or approach a 
design side type side. The 2nd forming cycle which retreats the aforementioned slide core to the 
culmination of this 1st forming cycle, and makes both resins join it in this state. 
[Claim 7] The forming method of the instrument panel which has in one the air bag door section 
given in any of a claim 3 to the claim 6 characterized by forming in the point of the 
aforementioned slide core the projected part of the cross-section rectangle which contacts or 
approaches a design side type side they are. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 

DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the forming method of 
the instrument panel which has in one the air bag door section which made one the door section 
of the air bag equipment for passenger seats at the instrument panel. 
[0002] 

[Description of the Prior Art] The instrument panel which has the air bag door section in one is 
known from the former, and an example of the forming method is shown in JP,8-192666,A. 
[0003] After injection molding this soma of the instrument panel which has opening for air bag 
doors, this soma and the air bag door section of an instrument panel are really fabricated by the 
forming method of the instrument panel which has this air bag door section in one by carrying 
out injection molding of the air bag door section. 
[0004] 

[Problem(s) to be Solved by the Invention] However, by the forming method of the instrument 
panel which has such the air bag door section in one, as shown in drawing 14 , in the resin 
unification boundary section of this soma 100 of an instrument panel, and the air bag door 
section 102, a resin front face is cooled by the temperature fall of a injection resin with a mold, 
and a fluidity falls. Consequently, ****** does not act certainly to the last, but it is easy to 
generate well DOHIKE 106 also in the appearance of the resin unification boundary section 104 
of this soma 100 of an instrument panel, and the air bag door section 102, and appearance 
quality deteriorates. 

[0005] It is the purpose that this invention acquires the forming method of the instrument panel 
which has in one the air bag door section which can prevent deterioration of the appearance 
quality in the resin unification section in consideration of the above-mentioned fact 
[0006] 

[Means for Solving the Problem] In the forming method of the instrument panel which has in one 
the air bag door section in which this invention according to claim 1 really fabricates this soma 
and the air bag door section of an instrument panel with injection molding A heat insulation 
means is arranged in the mold which becomes the design side in the unification section of the 
resin of the air bag door section, and the resin of this soma. The 1st forming cycle which divides 
a cavity and carries out injection molding of one resin in this state by making the sealing surface 
of a slide core contact or approach this heat insulation means, It is characterized by including 
the 2nd forming cycle which the aforementioned slide core is retreated and carries out injection 
molding of the resin of another side in this state after this 1st forming cycle. 
[0007] Therefore, by the heat insulation means prepared in the mold by the side of a design, 
since ****** acts on a resin [ that cooling on the front face of the maximum of the unification 
boundary section of a resin continues being in a melting state behind time ] certainly to the last, 
well DOHIKE can be reduced and deterioration of appearance quality can be prevented. 
[0008] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 2 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding A heat insulation means is arranged in the 



http://www4.ipdljpo.go.jp/cgi-bin/tran_web_cgi_eije 



2002/11/01 



2/8 <<—i> 



mold which becomes the design side in the unification section of the resin of the air bag door 
section, and the resin of this soma. The 1st forming cycle which divides a cavity and carries out 
injection molding of both resins in this state by making the sealing surface of a slide core 
contact or approach this heat insulation means, It is characterized by including the 2nd forming 
cycle which retreats the aforementioned slide core to the culmination of this 1st forming cycle, 
and makes both resins join it in this state. 

[0009] Therefore, since cooling on the front face of the maximum of the unification boundary 
section of a resin is fabricated behind time by the heat insulation means prepared in the mold by 
the side of a design simultaneous [ this soma and the air bag door section of an instrument 
panel ] in the state of melting, the appearance of the surface section is good, and can shorten 
injection-molding time, and productivity improves. 

[0010] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 3 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of one side of the resin of the air bag door section, and 
the resin of this soma in this state by making the slide core in which a nose of cam has the 
portion which has an abbreviation triangular cross-section configuration contact or approach a 
design side type side, It is characterized by including the 2nd forming cycle which the 
aforementioned slide core is retreated and carries out injection molding of the resin of another 
side in this state after this 1st forming cycle. 

[0011] Therefore, the unification section of a resin has an inclined plane by the slide core which 
has the portion which has an abbreviation triangular cross-section configuration at a nose of 
cam, and since the nose-of-cam width of face of a slide core becomes small, ****** and resin 
unification length also become [ the cooling nature of a core point ] short Consequently, resin 
unification time is also short, and since it joins from the resin by the side of a design, it can be in 
the state of being both hard to get cold, well DOHIKE in the unification boundary section can be 
reduced, and deterioration of appearance quality can be prevented. Moreover, in the unification 
boundary section, since the cross-section configuration of a precedence resin inclines, it is hard 
to generate diving by the side of the resin design of the resin injected later, and a sacrifice line 
does not move in a zigzag direction. 

[0012] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 4 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of both resins in this state by making the slide core in 
which a nose of cam has the portion which has an abbreviation triangular cross-section 
configuration contact or approach a design side type side, It is characterized by including the 
2nd forming cycle which retreats the aforementioned slide core to the culmination of this 1st 
forming cycle, and makes both resins join it in this state. 

[0013] Therefore, since the unification section of a resin has an inclined plane by the slide core 
which has the portion which has an abbreviation triangular cross-section configuration at a nose 
of cam, the nose-of-cam width of face of a slide core becomes small and the cooling nature of a 
core point is fabricated simultaneous [ ******, and this soma and the air bag door section of an 
instrument panel ] in the state of melting, the appearance of the surface section is good, and can 
shorten injection-molding time, and productivity improves. 

[0014] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 5 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of one side of the resin of the air bag door section, and 
the resin of this soma in this state by making the slide core toward which the nose of cam 
inclined to the design side type side contact or approach a design side type side, It is 
characterized by including the 2nd forming cycle which the aforementioned slide core is 
retreated and carries out injection molding of the resin of another side in this state after this 1st 
forming cycle. 

[0015] Therefore, since the nose-of-cam width of face of a slide core becomes small, ****** 
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and resin unification length also become [ the cooling nature of a core point ] short. 
Consequently, resin unification time is also short, and since it joins from the resin by the side of 
a design, it can be in the state of being both hard to get cold, well DOHIKE in the unification 
boundary section can be reduced, and deterioration of appearance quality can be prevented. 
Moreover, in the unification boundary section, since the cross-section configuration of the resin 
of precedence inclines, it is hard to generate diving by the side of the resin design of the resin 
injected later, and a sacrifice line does not move in a zigzag direction. 

[0016] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 6 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of both resins in this state by making the slide core 
toward which the nose of cam inclined to the design side type side contact or approach a design 
side type side, It is characterized by including the 2nd forming cycle which retreats the 
aforementioned slide core to the culmination of this 1st forming cycle, and makes both resins 
join it in this state. 

[0017] Therefore, since the nose-of-cam width of face of a slide core becomes small and the 

cooling nature of a core point is fabricated simultaneous [ ******, and this soma and the air bag 

door section of an instrument panel ] in the state of melting, the appearance of the surface 

section is good, and can shorten injection-molding time, and productivity improves. 

[0018] this invention according to claim 7 is characterized by having set to the forming method 

of the instrument panel which has the air bag door section given in any of a claim 3 to the claim 

6 they are in one, and forming the projected part of the cross-section rectangle which contacts 

or approaches the point of the aforementioned slide core in a design side type side. 

[0019] Therefore, since the resin filled up with the portion by the projected part formed in the 

point of a slide core since the thickness space of the point of the crevice between a slide core 

and a design side type side becomes large becomes is hard to be cooled and ****** acts on a 

resin with a melting state certainly to the last, well DOHIKE can be reduced and deterioration of 

appearance quality can be prevented. 

[0020] 

[Embodiments of the Invention] The 1st operation gestalt of the instrument panel which has the 
air bag door section of this invention in one is explained according to drawing 1 - drawing 7 . 
[0021] As shown in drawing 4 , air bag equipment 12 (a part is illustrated to drawing 3 ) is 
arranged in the inner direction of a passenger side (space left-hand side of drawing 4 ) by the 
instrument panel 10 prepared in the vehicle interior of a room of vehicles. 

[0022] As shown in drawing 3 , the air bag case 14 of air bag equipment 12 is being fixed to the 
instrument-panel reinforcement which omitted illustration, and the air bag bag body 18 is 
contained in the inflator 16 and the state where it folded up, in the air bag case 14. 
[0023] Moreover, the part which carries out abbreviation opposite with the air bag case 14 of an 
instrument panel 10 serves as the air bag door section 20, and this air bag door section 20 
consists of TPO (thermoplastic olefin) as an elasticity resin, and TPE (thermoplastic elastomer, 
for example, the bending elastic modulus 100 - 500MPa, 50 - 300% of -35-degreeC ductility). On 
the other hand, these somata 22 other than air bag door section 20 of an instrument panel 10 It 
is what Broglie-ized the TSOP[elastomer (rubber) and PP (polypropylene) as rigid resin 
(technology which builds the macromolecule multicomponent system material which can expect 
the synergistic effect), added talc further, and carried out compound strengthening. It has shock 
resistance and rigidity and the fluidity consists of a low-specific-gravity PP resin 1500 which 
fitted the light-gage product well -, for example, a bending elastic modulus, 3000MPa], PP 
system resin, a PC/ABS system resin, a denaturation PPO system resin, an ASG system resin, 
etc. 

[0024] If the mechanical or electric acceleration sensor which is not illustrated detects a sudden 
slowdown of vehicles, the inflator 16 within the air bag case 14 operates, and air bag equipment 
12 will turn to the air bag door section 20 of an instrument panel 10 the air bag bag body 18 
which is folded up and held in the air bag case 14, and will be expanded. The air bag bag body 18 
presses the air bag door section 20 of an instrument panel 10, makes the air bag door section 20 
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cleave, and is developed to the vehicle interior of a room. In addition, since well-known general 
composition is conventionally applicable as air bag equipment 12, with the gestalt of this 
operation, detailed explanation of air bag equipment 12 is omitted. 

[0025] From the periphery section of the air bag door section 20, standing wall section 20A 
surrounding the opening periphery of the air bag case 14 is set up. Moreover, by surrounding the 
opening periphery of the air bag case 14 by standing wall section 20A, when the air bag bag body 
18 expands, it has prevented developing along the tooth back of this soma 22. 
[0026] The thin-walled part 24 (notch section) is formed in the cross-direction abbreviation 
center section and longitudinal-direction both ends of the air bag door section 20 by plane view 
at H configuration, and the hinge region 25 used as thin meat is formed in the cross-direction 
both ends of the air bag door section 20 along with the cross direction. Therefore, if the air bag 
door section 20 is pressed by the expanding air bag bag body 18 at the time of air bag expansion, 
it cleaves along with a thin-walled part 24, and the air bag door section 20 which clove will 
rotate, and opening which enables expansion of the air bag bag body 18 to the vehicle interior of 
a room will be formed. 

[0027] Moreover, the unification boundary section 26 with this soma 22 is formed in the 
periphery section of the air bag door section 20. 

[0028] Next, the forming method of the instrument panel of the 1st operation gestalt of this 
invention is explained in detail. 

[0029] First, as shown in drawing 1 , an elasticity resin is injected from the predetermined gate 
(illustration ellipsis) to the cavity 34 of the punch 30 as a mold which becomes the design side of 
an instrument panel, and this punch 30 and female mold 32, and the air bag door section 20 is 
fabricated to it (air bag door section forming cycle as the 1st forming cycle). Under the present 
circumstances, the heat insulator 36 as a heat insulation means is laid under the part which 
serves as the unification section of the resin of the air bag door section, and the resin of this 
soma at a punch 30, and the heat insulator 36 is arranged in forming side 30A of a punch 30. 
Sealing-surface 40A of a slide core 40 is in contact with the heat insulator 36, and it is divided 
by the cavity in which a cavity 34 forms the air bag door section by the slide core 40, and the 
cavity which forms this soma. 

[0030] Therefore, in this air bag door section forming cycle, with the heat insulator 36 prepared 
in the punch 30 by the side of a design, since ****** acts certainly to the last while cooling of 
the maximum surface section 42 of the unification boundary section 26 of a resin has been in a 
melting state behind time, well DOHIKE in the unification boundary section 26 can be reduced. 
[0031] In addition, as shown in drawing 5 , the slide core 40 is made into the shape of a box 
which has sealing-surface 40A of the shape of an abbreviation rectangle corresponding to the 
periphery marginal part of the air bag door section. 

[0032] Furthermore, as shown in drawing 6 , the slide core 40 is arranged in female mold 32 
possible [ movement in the direction (the direction of arrow A and the direction of arrow B of 
drawing 6 ) which attaches and detaches to a punch 30 ], and pars-basilaris-ossis-occipitalis 
40B of a slide core 40 is being fixed to upper surface 44A of a slide plate 44. The slide plate 44 
is being fixed to the stopper cylinder 48 through the cylinder tie-down plate 46, and a slide core 
40 moves in the direction of arrow A or the direction of arrow B of drawing 6 by driving the 
stopper cylinder 48. 

[0033] In this soma forming cycle as the 2nd following forming cycle, as shown in drawing 2 , it 
moves in the direction (the direction of arrow B of drawing 2 ) which estranges a slide core 40 
from the position (position of the two-dot chain line of drawing 2 ) which contacted the punch 30 
in the position (position of the solid line of drawing 2 ) specified-quantity L Lowered, and rigid 
resin is injected to the cavity 34 of a punch 30 and female mold 32 in this state, and injection 
molding of this soma 22 is carried out. 

[0034] Under the present circumstances, with the heat insulator 36 prepared in the punch 30 by 
the side of a design, since ****** acts certainly to the last while cooling of the maximum 
surface section 50 of the unification boundary section 26 of a resin has been in a melting state 
behind time, well DOHIKE in the unification boundary section 26 can be reduced. 
[0035] Therefore, by the forming method of the instrument panel of the 1st operation gestalt of 
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this invention, with the heat insulator 36 prepared in the punch 30 by the side of a design, since 
well DOHIKE in the unification boundary section 26 of the resin of the air bag door section 20 
and the resin of this soma 22 can be reduced, deterioration of appearance quality can be 
prevented. 

[0036] In addition, as shown in drawing 7 , the inside of a slide core 40 injects the resin of the air 
bag door section 20 from a nozzle 56 through the tunnel gate 54 inserted in opening 40C which 
processed by undershirt ****** 52 and was formed in the slide core 40. Under the present 
circumstances, the part 58 which connects a tunnel gate 54 with the air bag door section 20 is 
cut and removed by post processing. 

[0037] Moreover, the same effect is acquired even if the heat insulator 36 as a heat insulation 
means is a surface treatment layer for heat insulation. 

[0038] Next, the 2nd operation gestalt of this invention is explained according to drawing 8 and 
drawing 9 . In addition, the same sign is attached about the same member as the 1st operation 
gestalt, and the explanation is omitted. 

[0039] As shown in drawing 8 , by the forming method of the instrument panel which has the air 
bag door section of the 2nd operation gestalt of this invention in one, the nose of cam 60 of a 
slide core 40 serves as an abbreviation triangular cross-section configuration. In addition, the 
angle theta at the nose of cam 60 of a slide core 40 is 90 degrees. 

[0040] Therefore, in a **** 2 operation gestalt, open Crevice T (0<T<=2L/3) in a punch 30, the 
nose of cam 60 of a slide core 40 is made to approach it, it divides to the cavity which forms the 
air bag door section for a cavity 34, and the cavity which forms this soma, and injection molding 
of the resin of the air bag door section 20 is carried out in this state (air bag door section 
forming cycle as the 1st forming cycle). Under the present circumstances, since the nose of cam 
60 of a slide core 40 serves as an abbreviation triangular cross-section configuration and the 
point of a slide core 40 becomes small, ****** and resin unification length also become [ the 
cooling nature of a core point ] short. Consequently, resin unification time is also short, and 
since it joins from the resin by the side of a design, it can be in the state of being both hard to 
get cold, well DOHIKE in the unification boundary section 26 can be reduced, and deterioration 
of appearance quality can be prevented. 

[0041] In this soma forming cycle as the 2nd following forming cycle, as shown in drawing 9 , it 
moves in the direction (the direction of arrow B of drawing 9 ) which estranges a slide core 40 
from a punch 30 in the position (position of the solid line of drawing 9 ) specified-quantity N 
Lowered, and rigid resin is injected to the cavity 34 of a punch 30 and female mold 32 in this 
state, and injection molding of this soma 22 is carried out 

[0042] Under the present circumstances, since the nose of cam 60 of a slide core 40 serves as 
an abbreviation triangular cross-section configuration and the point of a slide core 40 becomes 
small, ****** and resin unification length also become [ the cooling nature of a core point ] 
short. Consequently, resin unification time is also short, and since it joins from the resin by the 
side of a design, it can be in the state of being both hard to get cold, well DOHIKE in the 
unification boundary section 26 can be reduced, and deterioration of appearance quality can be 
prevented. 

[0043] Moreover, since the unification boundary section 26 of the resin of the air bag door 
section 20 and the resin of this soma 22 serves as a nose of cam of an abbreviation triangular 
cross-section configuration and the cross-section configuration of a precedence resin inclines, 
diving of the resin of this soma 22 injected after core backing to the resin of the air bag door 
section 20 which carried out precedence injection can be prevent, and a sacrifice line does not 
move in a zigzag direction. 

[0044] Therefore, by the forming method of the instrument panel of the 2nd operation gestalt of 
this invention, deterioration of the appearance quality of the unification boundary section 26 of 
the resin of the air bag door section 20 and the resin of this soma 22 can be prevented. 
[0045] In addition, although Crevice T (0<T<=2L/3) was opened between the nose of cam 60 of a 
slide core 40, and the punch 30, interference with a slide core 40 and a punch 30 was lost and 
endurance was improved with the **** 2 operation gestalt, you may make the nose of cam 60 of 
a slide core 40 contact a punch 30 as a crevice T= 0. 
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[0046] Moreover, as shown to drawing 8 by the two-dot chain line, you may form projected part 
60A of the cross-section rectangle of the predetermined width of face W which contacts the 
point 60 of a slide core 40 at forming side 30A of a punch 30. In this case, by projected part 60A 
formed in the point 60 of a slide core 40, since the thickness space M of the point of the cavity 
34 of a slide core 40 and a punch 30 becomes large, it is filled up that a resin is hard to be 
cooled to the point 26, i.e., the unification boundary section, of a cavity 34. Consequently, 
appearance quality improves. 

[0047] Next, the 3rd operation gestalt of this invention is explained according to drawing 10 and 
drawing 1 1 . In addition, the same sign is attached about the same member as the 1st operation 
gestalt, and the explanation is omitted. 

[0048] As shown in drawing 10 , by the forming method of the instrument panel which has the air 
bag door section of the 3rd operation gestalt of this invention in one, the nose of cam 62 of a 
slide core 40 inclines to forming side 30A of a punch 30. In addition, the degree alpha of tilt angle 
at the nose of cam 62 of a slide core 40 is 45 or less degrees. 

[0049] Therefore, in a **** 2 operation gestalt, open Crevice T (0<T<=2L/3) in a punch 30, the 
nose of cam 62 of a slide core 40 is made to approach it, it divides to the cavity which forms the 
air bag door section for a cavity 34, and the cavity which forms this soma, and injection molding 
of the resin of the air bag door section 20 is carried out in this state (air bag door section 
forming cycle as the 1st forming cycle). Under the present circumstances, since the nose of cam 
62 of a slide core 40 inclines to forming side 30A of a punch 30 and the point of a slide core 40 
becomes small, ****** and resin unification length also become [ the cooling nature of a core 
point ] short. Consequently, resin unification time is also short, and since it joins from the resin 
by the side of a design, it can be in the state of being both hard to get cold, well DOHIKE in the 
unification boundary section 26 can be reduced, and deterioration of appearance quality can be 
prevented. 

[0050] In this soma forming cycle as the 2nd following forming cycle, as shown in drawing 1 1 , it 
moves in the direction (the direction of arrow B of drawing 1 1 ) which estranges a slide core 40 
from a punch 30 in the position (position of the solid line of drawing 11 ) specified-quantity M 
Lowered, and rigid resin is injected to the cavity 34 of a punch 30 and female mold 32 in this 
state, and injection molding of this soma 22 is carried out 

[0051] Under the present circumstances, since the unification boundary section 26 of the resin 
of the air bag door section 20 and the resin of this soma 22 has become at the nose of cam of 
inclined plane 20B and the cross-section configuration of a precedence resin inclines, diving of 
the resin of this soma 22 injected after core backing to the resin of the air bag door section 20 
which carried out precedence injection can be prevented, and a sacrifice line does not move in a 
zigzag direction. 

[0052] Therefore, by the forming method of the instrument panel of the 3rd operation gestalt of 
this invention, deterioration of the appearance quality of the unification boundary section 26 of 
the resin of the air bag door section 20 and the resin of this soma 22 can be prevented. 
[0053] In addition, although Crevice T (0<T<=2L/3) was opened between the nose of cam 60 of a 
slide core 40, and the punch 30, interference with a slide core 40 and a punch 30 was lost and 
endurance was improved with the **** 3 operation gestalt, you may make the nose of cam 60 of 
a slide core 40 contact a punch 30 as a crevice T= 0. 

[0054] Moreover, as shown in drawing 12 , you may form projected part 62A of the cross-section 
rectangle of the predetermined width of face W which contacts the point 62 of a slide core 40 at 
forming side 30A of a punch 30. In this case, the thickness space M of the point of the cavity 34 
of a slide core 40 and a punch 30 becomes large by projected part 62A formed in the point 62 of 
a slide core 40. For this reason, as shown in drawing 13 t it is filled up that a resin is hard to be 
cooled to the point 26, i.e., the unification boundary section, of a cavity 34. Consequently, 
appearance quality improves. 

[0055] Although this invention was explained above in detail about the specific operation gestalt, 
this invention is not limited to this operation gestalt, and it is clear for this contractor its for 
other various operation gestalten to be possible within the limits of this invention. For example, 
although the instrument-panel book soma 22 was fabricated with it after fabricating the air bag 
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door section 20 with this operation gestalt previously, after fabricating the instrument-panel 
book soma 22 conversely, you may fabricate the air bag door section 20. Furthermore, a slide 
core 40 divides to the cavity which forms the air bag door section for a cavity 34, and the cavity 
which forms this soma. Injection molding of the both sides of the resin of the air bag door 
section and the resin of this soma is carried out in this state (the 1st forming cycle), a slide core 
40 may be retreated to the culmination of this 1st forming cycle, and the both sides of the resin 
of the air bag door section and the resin of this soma may be made to join it in this state (the 
2nd forming cycle). In this case, since the resin of the air bag door section and the resin of this 
soma are fabricated in the melting state, and the appearance of the surface section is good and 
can moreover shorten injection-molding time, productivity also improves. 

[0056] Moreover, although the resin of the air bag door section 20 and the resin of this soma 22 
were used as a different resin with this operation gestalt it replaces with this and is good also 
considering the resin of the air bag door section 20, and the resin of this soma 22 as the same 
resin. 
[0057] 

[Effect of the Invention] In the forming method of the instrument panel which has in one the air 
bag door section in which this invention according to claim 1 really fabricates this soma and the 
air bag door section of an instrument panel with injection molding A heat insulation means is 
arranged in the mold which becomes the design side in the unification section of the resin of the 
air bag door section, and the resin of this soma. The 1st forming cycle which divides a cavity and 
carries out injection molding of one resin in this state by making the sealing surface of a slide 
core contact or approach a heat insulation means, A slide core is retreated after the 1st forming 
cycle, and since the 2nd forming cycle which carries out injection molding of the resin of another 
side in this state is included, well DOHIKE can be reduced and it has the outstanding effect that 
deterioration of the appearance quality in the resin unification section can be prevented. 
[0058] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 2 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding A heat insulation means is arranged in the 
mold which becomes the design side in the unification section of the resin of the air bag door 
section, and the resin of this soma. The 1st forming cycle which divides a cavity and carries out 
injection molding of both resins in this state by making the sealing surface of a slide core 
contact or approach a heat insulation means, A slide core is retreated to the culmination of the 
1st forming cycle, and since the 2nd forming cycle which makes both resins join in this state is 
included, it has the outstanding effect that deterioration of the appearance quality in the resin 
unification section can be prevented. Moreover, injection-molding time can be shortened and it 
has the outstanding effect that productivity improves. 

[0059] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 3 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of one side of the resin of the air bag door section, and 
the resin of this soma in this state by making the slide core in which a nose of cam has the 
portion which has an abbreviation triangular cross-section configuration contact or approach a 
design side type side, A slide core is retreated after the 1st forming cycle, and since the 2nd 
forming cycle which carries out injection molding of the resin of another side in this state is 
included, it has the outstanding effect that deterioration of the appearance quality in the resin 
unification section can be prevented. Moreover, it has the outstanding effect that a sacrifice line 
does not move in a zigzag direction. 

[0060] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 4 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of both resins in this state by making the slide core in 
which a nose of cam has the portion which has an abbreviation triangular cross-section 
configuration contact or approach a design side type side, A slide core is retreated to the 
culmination of the 1st forming cycle, and since the 2nd forming cycle which makes both resins 
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join in this state is included, well DOHIKE can be reduced and it has the outstanding effect that 
deterioration of the appearance quality in the resin unification section can be prevented. 
Moreover, injection-molding time can be shortened and it has the outstanding effect that 
productivity improves. 

[0061] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 5 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of one side of the resin of the air bag door section, and 
the resin of this soma in this state by making the slide core toward which the nose of cam 
inclined to the design side type side contact or approach a design side type side, A slide core is 
retreated after the 1st forming cycle, and since the 2nd forming cycle which carries out injection 
molding of the resin of another side in this state is included, well DOHIKE can be reduced and it 
has the outstanding effect that deterioration of the appearance quality in the resin unification 
section can be prevented. Moreover, it has the outstanding effect that a sacrifice line does not 
move in a zigzag direction. 

[0062] In the forming method of the instrument panel which has in one the air bag door section 
in which this invention according to claim 6 really fabricates this soma and the air bag door 
section of an instrument panel with injection molding The 1st forming cycle which divides a 
cavity and carries out injection molding of both resins in this state by making the slide core 
which inclined to the ****** side type side contact or approach a design side type side, A slide 
core is retreated to the culmination of the 1st forming cycle, and since the 2nd forming cycle 
which makes both resins join in this state is included, it has the outstanding effect that 
deterioration of the appearance quality in the resin unification section can be prevented. 
Moreover, injection-molding time can be shortened and it has the outstanding effect that 
productivity improves. 

[0063] In the forming method of an instrument panel that this invention according to claim 7 has 
the air bag door section given in any of a claim 3 to the claim 6 they are in one Since the 
projected part of the cross-section rectangle which contacts or approaches the point of a slide 
core in a design side type side was formed, Since the resin which carried out precedence 
injection is filled up that it is hard to be cooled to the unification boundary section in addition to 
an effect given in any of a claim 3 to the claim 6 they are, it has the outstanding effect that 
appearance quality improves further. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 1st 
operation gestalt of this invention in one. 

[Drawing 2] It is the outline cross section showing this soma forming cycle in the forming method 
of the instrument panel which has the air bag door section concerning the 1st operation gestalt 
of this invention in one. 

[Drawing 3] It is the cross section which met three to 3 line of drawing 4 . 

[Drawing 4] It is the perspective diagram showing the instrument panel which has the air bag 

door section concerning the 1st operation gestalt of this invention in one. 

[Drawing 5] It is the perspective diagram showing the slide core in the forming method of the 

instrument panel which has the air bag door section concerning the 1st operation gestalt of this 

invention in one. 

[Drawing 6] It is the outline sectional side elevation showing the mechanical component of the 
slide core in the forming method of the instrument panel which has the air bag door section 
concerning the 1st operation gestalt of this invention in one, and a slide core. 
[Drawing 7] It is the outline cross section showing resin supply of the air bag door section 
forming cycle in the forming method of the instrument panel which has the air bag door section 
concerning the 1st operation gestalt of this invention in one. 

[Drawing 8] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 2nd 
operation gestalt of this invention in one. 

[Drawing 9] It is the outline cross section showing this soma forming cycle in the forming method 
of the instrument panel which has the air bag door section concerning the 2nd operation gestalt 
of this invention in one. 

[Drawing 10] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 3rd 
operation gestalt of this invention in one. 

[Drawing 11] It is the outline cross section showing this soma forming cycle in the forming 
method of the instrument panel which has the air bag door section concerning the 3rd operation 
gestalt of this invention in one. 

[Drawing 1 2] It is the outline cross section showing the air bag door section forming cycle in the 
forming method of the instrument panel which has the air bag door section concerning the 
modification of the 3rd operation gestalt of this invention in one. 

[Drawing 1 3] It is the outline cross section showing this soma forming cycle in the forming 
method of the instrument panel which has the air bag door section concerning the modification 
of the 3rd operation gestalt of this invention in one. 

[Drawing 14] It is the perspective diagram showing the resin unification boundary section of the 
main part of an instrument panel and the air bag door section which have the air bag door 
section concerning the conventional operation gestalt in one. 
[Description of Notations] 
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10 Instrument Panel 
12 Air Bag Equipment 
20 Air Bag Door Section 
22 This Soma 

26 Unification Boundary Section 

30 Punch (Mold Which Becomes Design Side) 

32 Female Mold 

34 Cavity 

36 Heat Insulator 

40 Slide Core 

40A Sealing surface 

42 The Maximum Surface Section of Unification Boundary Section of Resin 
50 The Maximum Surface Section of Unification Boundary Section of Resin 
60 Nose of Cam of Slide Core 
62 Nose of Cam of Slide Core 

62A The projected part of the cross-section rectangle formed at the nose of cam of a slide core 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 

DRAWINGS 



[Drawing 1] 
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[Drawing 3] 
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[Drawing 4] 




[Drawing 5] 



http://www4.ipdljpo.gojp/cgi-bin/tran_web_cgi_eije 



2002/11/01 



3/5 s<—is 




[Drawing 6] 




[Drawing 7] 
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[Drawing 11] 
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[Drawing 13] 
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K = T 4 OOflESM OBfi. 
K^W— H4 4«±B4 4 AltSS*n-CV , '6. 
K^U— M4tt» V^«ltt«i4 6Sr^U-C^ h «y 
Jf^ 4 8 fcH££iVt 43 <K ^hy^-J/Dy 
4 8 itlCJ:o"C, X* -f 'K = T 4 0. *»H 

[ 0 0 3 3 1 *0»2fi8:^Xa t UT<D*«£»^XS . 
H2fcS*3*u*/0<, K=T 4 0«r±2J 3 

(B32(O^PflBS-|6]) ^BrfcfcLTlf fcffc» (El 

2 <D3&»ote«) u - w^ffi-c±5H 3 o t 

3 2 t <D*+ ff 1 ^ 3 4 «r«B«»fJ!BSrWW U-C#{*fl! 2 
[ 0 0 3 4 1 £<0t*» fcEffilj<B±S! 3 0 injatt fcWf8tf* 

3 e is * 5 . mfsao&tomma 2 e ©*£csa$6 0 <n#t 

[0 0 3 51 tto-C» *38M<0»l*Jfe^l»<0-<V^ h 

»tfc»rll&**3 6icj:9, acr/<5f^Krffl2 oomm t 
*im 2 20«M 2: <0#«fc*J«HS 2 6 -co * K t 

[0 0 3 61 E7l^*tvS*P<. *?-f K=»T 

4 O fttt. Ti<^jHJB^5 2 r&3ffi-*-*J: 5KfcoT 
*J9, J*?^ K=»T 4 OlrjEMftLfclJAPffl! 4 OCWfiS 
UfchV^/py— H6 44^ ; UT/'X/i'5 6A»f>» *T 
/< y ^ KrtB 2 0 e0l»8B&**tttt-«> J: 5 l^io X^i. 
Z.<om> *T/<y* r KT«J2'0fc>>'*A"/-h5 4Sr 



[0 0 3 71 »rfRi¥ia:tt-C©»rII!vW3 6tt»rtt 

[003 8] &c:, *&w<om 2 %MMmzw 8 Rv-m 

9 Ullifo -CW0H*<&. ftis, % 1 HlEJi5tl8 1 TO— 
' To~o "3~9 rii*8"ic"^" six i jSRT^55 W<o fK~H~MW& 
^KOJifc^iSfc-Ctt, K3T4 0O*JB6 0*« 

[0 0 4 0] (4oT. *»2^JfiJgl«t l i4. Ka 
T40W5fe«60«r. ii3 0l^miT (0<TS2L 
/3) SfMJtTJfiS**. *t^-f3 44:*r/<y^ 

flBSrWttfiJOg-*-* (SfSl^XSt U"C<0*r^<5'^K . 
T«5(*^XS) . COBR, Kar4 0Ojfe«6 0 

?ft^.«lv ^fii t /< •) , a 6 ^fO * » yu K t: -Jr 

[004 1] fcroSR 2 JSK^XS t L.TcO*«cfflJfiK3KXS 
E9l^**v*/i0<, K=T4 0*±?B3 

O^^BfMi-S^ie] (H9»£:BlB;fr[a!) ^0f3£»NT 

S3 0 tT2!3 2 k <0*-r t*v l -f 3 4 IcWKWflBSrWtH 
L-C2|s:{*W 2 2 SrWWfiR^*. 

[0 0 4 2] COBSx K»T4 OOTjfei^e 0*«iS 

s<» E.-o%-mm<omm*b'&m'fz<DX'. m^A.n 

V N!R«S i ♦) , -g-JtElftllLiHS 2 6 X<0 V a/P K t -ir 

[oo4 3]$fc-5;r/<yi/ K'r « 2 0 rotttflBi 

SB 2 2 OWflB t i^iK*#«5 2 6 j&K ISH ABftBI^^O 

jfenst^oxiati, 9cftmm<owimmm t imi'X\>*& 

a T/< v 9 ^JCttffi Lfc*«s:fiiS 2 2 03«WiBa>«f 9 5i*«r 

[0 0 4 4] ftoT, *^W<0»2^Jfe>^fS!W-f h 
V \-;<*>V<»fflfc-}i®iX'\^ atT/<y ^ KTSIJ2 0 
ro«tflB i**SB 2 2 o«tSg i: o-&ji««E#Si5 2 6 <nftVL& 

[0 0 4 51 <C*J, *&2%imi&X\±. KaT' 
4 0<O3feHa6 0t±S!3 0troMklStraT (0<TS2 
L/3) ^?-<K=r4 0t±S!3 0i«5f 

SP«:«I< U H4M£*rl6]±Lfc**. KBIT- 0 i; U"CX 



(6) 
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[0 0 4 61 4*:, E 8 |CZ^^Sl-C^S4x5*Kl-> * 
9>f Ka74 0<O$fc«8ffl6 OIC, ±«! 3 0 <P/£ffl?E 3 0 

Lt t A v\ :: * 9 * Fa r 4 0 0>3fc«SS& 6 0 

\zm^1t. S56C6 0AfcJ;0, WKar4 0ii 
Si 3 0 4: <0*-r if 9- -f 3 4 eDifeOffliBSroff^^-^M^ 
/£< fc*fc«>. . 3 4<»9cMM> BP*>£isiH«# 
SB2 6*■e«tflBAJ} , ^^fl*<^^i<*«■***. * 

[0 0 4 71 sJcir> *»w<oJfS35»£^«R*iaioao« 
[33 1 l Kfte'-CVM-r*. **»» #l*lfc«5*84:lj3!-ffl 

[0 0 4 81 HI Oir*Sn**a<, #388>3<o#3*fli 
hs<*A><o&MJjm-r*ns *9-fF»T40 <o9tM 6 2 

a*±8»3 o«>fiWgK3 0Au:*ru-cfflML,-cv''£„ & 

43. *9-f Ka740Ojfe«6 2©ffl«««a«» W*. 
Ji4 6«£HTK*o-CV^4. 

[0 0 4 91 ffcoT, *«23)IJkJg«l-Ctt» *9-fF = 
T4 0»ifeiSI6 2*, ±at3 01ORNT (0<TS2L 
/3) ,*Wltr>fi«*-ar, *-Y^-f 3 4**T/<s>*' 

P-rfBMMt-t-*** *9*«f fc#fWMr»MW**Hr tr 
9- -f 4: U c nm&rtx-T* y 9 KT» 2 o row 

T«*»I«)- .'£0«U *9-f Ka74 0»*i6 2 
jJl±U3 0OMi3 0 Al:»UTffl*lUT^««3-C, 
*9,f K»T 4 0O3l8J«B*/>i<ft*»'C !a T««itt 
©>W«fc»«IU!9% ao*JM"JW*t>«<**. -® 

[00601 2)&mxn t txe>*ftntfB&z-n 

■ett, BBl 'lfc***u*>n<, ^?^ K374 04J:I 
3 Q*»5>«IMi-6^f[Sj (01 lOAppB^riAl) NWE« 
MTlffctfc* (E31 KO&faO&m .~WKiU tO« 
tig t?±!a 304:Tffl324:<D**K'9'-r34 fc«J««tJiB 

twtti u-r*«c«52 2 *wai/aHBH-*. 

[0 0 6 1.1 HOUR, x7/<s'/K7»2 0Otlli* 
ftn 2 2 ofclJB 4: 2 6 2 0 B 

«>, ifeffJW-WUfc3ir/<y^Kra5 2 0O«f8B^«0ar 

[ 0 0 6 2 1 tSoT, #380iO# 3 ^J&^ffiO-f V* h 
<0«»B t 2 2 (DttfflBt <7>&W&ftU 2 0 OfflRA 



[0 0 5 31 4*, **3»i0Mrei*, Far 

4 0<Ojfci$6 0i±Sa3 0i<DfflW»fflT (0.<TS2 
L/3) *M»tT, F'=»r4 0fc.fcSl3 0 tOf 

9^K=74 0©ifei6 0ir. -h9 a t> KiiSItt */*-C t> 

~"H\ : .' ~ ~" ~ ' ~ ." """" 

[0 0 5 4l*fc» H"l 2lw3%SiX«*P'<,'^9-f F= 
T4 0<0&JSiai56 2IC, ±H3 0£D#j£ffi3 0 Afc^S? 

0f^WW<D»rffi^ro35SC6 2 AfcJ&fcUCfeA 
l\ £©*6\ *9^ FaT4 0©fc*Btt6 2t::«J/*L 
fc, X*6 2ACJ=!I, * 9 -f K a 74 0i ±3H 3 0 4: 
to*-* ff-f 3 4Wife«SI«5roff^'>S-^MA«jGS:< 

■5. z.Wt»>s Wi a\zm$iiZ>tn<* Af-YkT9'-f3 4 
«>ifc«att, 2 e*TWBa«?fr»snwK 

3i5«-t-*, cote*. ^«ftw*s[aj±i-*. 

• [0 0 5;6 f W±li»V , 'Tf±. *»Mft4#3fe0^lifi?^*B 

•'tVjfSfcfctt* ^9-< Far 4 otrio-c» ^-r^-f 
3 4 4r*T/<^^ r KTSPSr^flfc-f 2>*-t tTf .-C 4: 

;/ FT Wco-WflB 4: *i*Sllo?WliB k toW?J*itmr$M L 

9>< Far 4 0Sr«iS**> COttffi-Cacr^y ^ Fr 
SB«<»liB4:*«:ffiO«f)iB4:OjR*«:-a'«E (»2^X 

WflB4:*«cifliro«)iB4:*sjS)a^li-0^$tt5fc«), f* 

4:*s-^#<6ro"C ^K14tl«a±1"*. 

[0 0 6 61 *SJte^l»TI±s *7^<y ^ FTfB 

2 0(O«nr4r^:fMB2 20W»Bi:S:S<C5»flB4: Ufc 
*«, imcn^X. 3iT^y^KT»2 0<O#flB4:*fls 
W 2 2 ro#f!IB 4: SrlBl C«MB 4: U "C t> A V \ 

[0 0 671 

\>/<*tv<o*W$fobx-T'<*/# Fr«U 

^ h^p< > h/^/K^fiajg^feli*3VN-C, *.T><y? F 
rasroWflB4: *fls«l5rofflflB 4: <0^a£aJ^4a»t*«Efl!j 4: 
<cSS!l::»rl%¥fftSrSa»9:U, »iJ»*Sr»c^.9-f K»TG> 
^-A-Si^^ifcttifitS^-arSi 4: liJ: 0 K'f -f 
Sr^Wi U. cro^flg-C-^WWBBSrMttJ^-f 1 fi* 

■Br, C<75«8gT?«i^rroi|«flBS:WtH^^5lB2^X@ 
4:, ^.»/i'Kt^rfcfi«-ca!» Mffi^Mftl 
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[0 0 5 8] Mf**2lEiW>#»Wtt, MttftftRJ: *> 

ssicffiimRtraRU iwKmRfc*?* Karof 

^ [006 91 Ht## 3 fB«W>#38W tt> WW/a^l- X 9 

a«*fc«je« s t \z x •) ^ *^Wr u 

10 0 6 0] »*«4Klfc<0*38Mtts MfflfiW-.fc 9 

£<D:W8^*<0«IIBfc£itt*tf*#2^X8i:. * 

[0 0 6 1 ] Wl*q(5ia«l»3»:3i5Mrt:, wtatf^K * *> 

*— fMWH" S*7V< y ^ KT«|tr— tMC*T*-f V* 
h/Ml' h/<*/KOj*^fefc*jUN-C, Jte«J&**Ett'l£! 
B5ltAtUTfiR«4bfc^9W KaTfcj&EffilMffifcSfc* 

«,T*T/<y ^ KT«<0 WIBfc##*SWWIBfc<D-#& 



2/8^X8^ fc^tffc*. jr**; Kb 

- [o-.o"6rirr»^ffc«fe^»w(*rwia^i=^ — 

-fx* h/M V h/<*A'0:*fls:8fli:K7V<y^ ; KTftlt 
*tUrfiRMUfc^?^ K=»r*«Effl!l3iSJwS»*fcl4 

muomisztttiii&w-r&m 1 ^xnk . «.i ^x 

»C^r(0<»at4r-fi-at*-ar5»2fi»^xafc, *r-&tfyt«>, 
WflB^«a5li*Jtt*^HRA«wteT4r^ihT»* S i: ^ 5 

[00 6 31 S**^7fE«fe©2l=5IWl*» W*«3*^e>8« 
lt*3ir/<y^ KTtl5^XS4r^-t-«tBS»iffiEt?*> 

[E2i *xw<omimi&Mi&\mz^7''<yyh'7m 

ft-5*ft:ffl5fifc^XS4rnH-«t»&Wtffi0-Cfc5. 
I® 3 1 04(O3-3i»|CKiofc»fffiia-t?fc5. 
[04 1 5t:»Mro»l|5Jifi?e<8»^53irx<y^Kr8B 

[0 5 1 *&W<D%Sl$l1&M1&KtoZ>x.Ts<i'# 'KTSB 
[E6 1 1 3li6fiJt?<IgC<R*»rx<y : jr KT«BJ 

[071 *»W«3jBl^JS^I»lw««»^r^y^KrfflJ 
tt*rtT/<y ^ KTSB^XeoWliB^*&«:^-*-l!t»SWT 

nasi *&*n<om2%:Mj&mmzx-T*-i'?VTU 



4#IJfl¥l 0-2 9 1 2 3 2 



*. 

[011] #»9!0>IB 3 M»M«!:*«*r/<y^KT 
[012] alcfllMWWaSllilB^ffioSE^WIt-W**^ 

B50-e*>5. 
[013] 3t"t»^ «J5» 3 S*tfiJ^«S<02E^J 



[014] $t*wHJSJ151l8lw^5*T^y^KraJ4:- 

[«F**>*ftS>U 

10 ^^hWXh/^ 

V2- ~ -atr^^SftB ~ ~ 

2 0 xT/<s>^KTg|5 

2 2 ##8B 

2 6 3-«fe##8l5 

3 0 ±1! («Efil!lfc>j;*S!) 
3 2 TSi 

3 4 ^f-ytrf-f 

3 6 WrUMt 

4 0 KsT 
4 0 A 

4 2 «»B«-fi-StC«5^Sliro**B«JJ 

5 0 WflB<0-&8fEJftlMH5O*«SflJ 

6 0 K=r<Djfc«S 
6 2 *?-f h'=>T<ntem 

6 2A K3ro^«Blt^UfcWrffi*EJKro5S 



II] 



[02] 
26 SO ■ 36 




t a 

II T« 

S4 + + 



3 « ffMtt 
4 OA 

4 * *»4>*ft**tt«>**HS 



6 0 ««©ft**IJMUD««fia 
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AM 



110] 



1 1] 



26 



304 62 



26 





6 2 *5<f 



112] 



[Ell 3] 



30A t 26 62 6ZA 




62A 



8«A K3TOft*i=»Ji»Lfcif» SB<DJSSr 




